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The United States Training and Employment Service 
General Aptitude Test Battery (GATB), first published in 1947, has 
been included in a continuing program of research to validate the 
tests against success in many different occupations. The GATB 
consists of 12 tests which measure nine aptitudes: General Learning 
Ability* Verbal Aptitude; Numerical Aptitude; Spatial Aptitude; Form 
PerceDtion; clerical Perception; Motor Coordination; Finger 
Dexterity; and Manual Dexterity. The aptitude scores are standard 
scores with 100 as the average for the general working population, 
and a standard deviation of 20. Occupational norms are established 
terms of minimum qualifying scores for each of the significant 
aptitude measures which, when combined, predict 30 b performance. 
Cutting scores are set only for those aptitudes which aid in 
predicting the performance of the job duties of the experimental 
sample. The GATB norms described are appropriate only for jobs with 
content similar to that shown in the job description presented m 
this report. A description of the validation sample is include . 
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STANDARDIZATION OF THE GENERAL APTITUDE TEST BATTERY 

FOR "" 

COLD MILL OPERATOR 4-88.018 
HOT MILL OPERATOR 4-88.018 
PAYOFF OPERATOR 6-94.821 
REWIND OPERATOR 6-94.822 
SLITTING-MACHINS OPERATOR II 6-94.206 

B-352 or S-98 j 

Summary 

The General Aptitude Test Battery, B-1002A, was administered to a sample of 
61 men employed at the Hunter Douglas Corporation plant in Riverside, Cali- 
fornia in one or more of the following occupational 'Cold Mill Operator 
4-88.018, Hot Mill Operator 4-88.018, Payoff Operator 6-94.821, Rewind Opera-; 
tor 6-94.822 bf “J. Slitting-Maohine Operator II 6-94.205. The oriteria con- 
sisted of supervisory ratings expressed in broad categories and in rank /_. 
order. . On the basis of mean scores, standard deviations'^ correlations with 
thecriteria.* job analysis data and their combined selective efficiency. 
Aptitudes S-Spatial Aptitude, P-Form Perception, F-Finger Dexterity and 
M-Manual Dexterity were selected for inclusion in the test norms. 

GATB Norms for Cold Mill Operator 4-88.018, Hot M ill Operator 4-88.018, Payoff 
Operator. 6-94.621, Rewind Operator 6-34.822,and Slit ting -Maoblne Operator il 
6-94.206 - B-562 or S-98 1 / v; ; >: . . ^ | | : ' ■> 

Table I shows, fbr B-10O1 and B-1002 , the minimum aooeptable so ore for each 
aptitude included in the test norms for B-3 62, or S-98 

TABLE I 



Minimum Aooeptable Soores on B— 1001 and B— 1002 for B-^2 or S— 98 
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Aptitude ' 


Tests 


Minimum Aooeptable 
Aptitude Soore 


Altitude 


Tests; 1 


Minimum Acceptable 
Aptitude Spore 


4;;;s ; 


CB-l-H 
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Part 3 


: 80 ■ 




CB-l-F 


'; : V 
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CB-l-i 
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Part 6 
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CB-l-L 
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Part 7 
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CB-1-0 


; 90 




Part 11 
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Part 12 






CB-l-H 


90 




Part 9 


' 86 




CB-l-H 
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Effectiveness of Koras 

The data in Table IV indicate that 15 of the 16 poor worker s, or 81 percent 
of them, did not achieve the minimum scores established as cutting scores on 
the recommended test norms* This, shows that 81 peroent of the poor workers 
would not have been hired if the recommended test norms had been used in the 
seleotion process* 'Moreover, 86 of the ;29 workers mho/made qualifying test 
scores, or 90, percent » were good workers* 
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• TECHNICAL REPORT 

I* Problem * 

This study mas conducted to determine the best combination of aptitudes and 
wtrHwinn soores to be used as norms on the General Aptitude Test Battery for 
the oooupations of Cold Hill Operator 4»88 • 018 , Hot Hill Operator 4—88 • 018 • 
Payoff Operator 6-94.821, Remind Operator 6-94.822 and Slltttng-Maohlne 
Operator II 6-94.206* •• 

II* Sample 

The GATB, B-1002A, mas administered to 60 male -workers employed at the Hunter 
Douglas Corporation plaint in Rimer side, California in one or more of the fol- 
lowing occupations Cold Hill Operator 4— 68*018) Hot Hill Operator 4— 88.018 j 
Remind Operator 6-94*622} Payoff Operator 6-94*821) and Slitting-Maohine 
Operator II 6-94*205* All parts Of: the GATB, B-1002A, except Parts 1 and 2 
mere administered to the 60 morkers during December 1966* Parts 1 and 2 of 
the GATB mere administered during February 1966 to 61 of the 60 morkers. The 
final sample includes the 61 men mho had been given all parts of the GATB, 
B-1002A* 

Training oonsists of on-the-job instruction* Workers can aohieve satisfactory 
production on one or more phases of the job In approximately two months* Com- 
pany officials estimate that it takes 6 months to train a worker to the point 
mhere he is proficient in all of the jobs covered by this test development 
study* , :y ; 

Workers are aeleoted on the basis of a personal interview* The company 
prefers to hire high school graduates) however, the basio requirement is 
that all workers speak, read and write English. 

Table II shows the means* standard deviations, ranges, and Pearson produot- 
moment correlations , with the Criteria /for age, education and experience. 
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TABLE XI 



He ana (M), Standard Deviations^), Ranges, and Pearson Product- 
Moment; Correlations with the Criteria (or and r) 
toT Age** Education and Experience 



Cold Mill Operator 4-88,018 
Hot Mill Operator 4-88.018 
Payoff Operator 6-94.821 
Rewind Operator 6-94.822 
Slitting-Maohine Operator XI 6-94.205 



H == 51 



• * * ** 

- 1 's* • 1 

jt-.S . ■ 


M 


<r 


Range 


o r 


, .r 1 


Age (years) v 

Education (years) 
Experience (months) 


26.9 

11.1 

21.1 


4.9 

1.5 

11.7 


20-48 

8-15 

2-44 


-.529* 
• 188 
-.085 


■ d» ■ 

-.174 
■ .116 
.059 



* Significant at the .05 level 



the younger workers tend to he 
biased in favor of the younger 
pie had less than the 6 months 



The nor..*!-— oorrslatlon ag. »J>d the orlterlon oonoiatln* of bread 

category r.tlag. la algnlfloant at the .06 1 ml, ^hich may 

b ' - - • • ■ the best workers and/or that the raters were 

workers. Six of the 51 workers in the sSm- 
pxe xi a a iobb wan wib o muuw*. of experience which the company offioials^^^ 
consider to be the minimum time required to beoome proficient on all of xne 
lobs in this study. However, eaoh of -these workers had had at least the 
two months of experience required to become proficient on one or more phases 
of the dob' ’and their performances oould be "rated for test development pu**“ 
poses • Bie data in Table II indicate that this sample is suitable for test 
r . .. • - •- - — —■» experience. 



III. 



development purposes with respect to age# education and 
Job Descriptions 






Job Titles » 



' 5 : 



Cold Mill Operator 4-88.016 
Hot Mill Operator 4-88.018 
Payoff Operator 6-94.821 
Rewind Operator 6—94.822 
Slitting-Maohine Operator XI 6-94.205 
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Job Summary t Performs one or more of ‘the following duties to produce ' 
Finished rolls of aluminum Venetian blind stripe t Slits aluminum stock to 
precise size by operating a -Slitting Machine; trims and reduoes thickness 
of aluminum strips by operating a Cold Roll Maohine; reduoes thlokness of 
heat treated aluminum strips by operating a Heat Roll Machine; pre-treats, 
paints and forms aluminum strip stock into finished rolls of aluminum 
Venetian blind strips using special equipment* Sets up and adjusts machines; 
sets levers and treadles; uses electric hand cutters to out and trim al uminum 
stock; manually feeds aluminum stock into maohine s; inspects aluminum' strips 
for defects and oheoks them with micrometer) makes any additional maohine ad- 
justments required to insure that strips will conform td speoifioations* 
Maintains maohine s in good working order* 1 




"t 







Cold Mill Operator 

Work Performed * 'trims and reduoes thickness of aluminum strips by operating 
a four, five, or six stand Cold Roll Machine! Lifts roll of stock from sup- 
ply raok with air hoiat and positions it in stock holder* Trims portion 
from end of strip with hand outter, and inserts the trimmed end between feed 
rollers* Adjusts hand controls on eaoh stand to set reducing rollers proper 
distance apart and to heat them to specified temperatures* Tests water and 
water soluble oil solution with test tube to determine if solution mixture 



is according to specifications, and corrects any variation. •• Sets cutting 
tools for proper trim, and adjusts water and water soluble oil f low. i Starts 
maohine, observes operation, and makes additional adjustments if necessary* 
■Returns to load and prepare a reserve roll of stock in supply holder i Stops 
maohine at end of oycle, approximately IS minutes, kioks finished roll of 
strip off onto roll oatoh with air-off ram button, and pushes it aside* Re- 
turns to other end of maohine, brings next roll into position, inserts end 
of roll between rollers , and starts machine* Returns to finished roll , un- 
rolls a 8 ample section by hand; inspects visually and by micrometer for 
, uniformity, and makes any neoessary adjustments* Rerolls sample , measures 
with a rule graduated 'in degrees of weight; and posts lot number and weight 
on a label* Secures -moist 'gummed piece of paper tape from tape maohine 
on desk, and with label attached*;;. tapes free end of strip to roll* Marks 
lot number and speoifioations on finished roll with master pen* Transfers 
finished roll onto suspended hook attached to slow moving overhead oonveyor 
chain, or to a holding raok* Repeats loading and unloading operations, and 
inspects each completed roll* Walks up and down, or stands at various posi— • 
tions along length of maohine to observe operations* Posts simple records 
on material reoeived and output*:' [Pulls out so rap trim material from bed of 
maohine with small hooked hand tool* approximately .-.'every 2QH minutes, and 
discards in sorap box* Changes outting tools when they beioome dull or de- . 
feotive* and adjusts for proper trim*> Dresses reducing rollers with a J . 
diamond: pointed h a n d tool, approximately two timesduringashift* 
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Hot Mill Operator 

Woric Performed* Reduces thickness of heat treated aluminum stripe by 

Lifts roll of stock from supply rack with 



operating a Heat Roll Machine * 

overhead air hoist, positions it in roller rack mounted on tracks, with 
free end up, faoing oven. Clips free end of strip in a cast iron holder, 
and places holder on top of roll* Opens air-operated oven door and rolls 
rack into oven* Repeats operation until oven is loaded with 9 to 15 raoks* 
Closes oven door, and adjusts temperature* Adjusts hand oontrols to set 
reducing rollers proper distance apart, and to heat them to specified tem- 
perature* Tests water and water soluble oil solution with test tube, to 
determine if solution mixture is according to specifications, and correots 
any variation* Adjusts flow and level to bring liquid within six inches 
from top of tank. Picks up cast iron core wheel, on which finished strip 
will wind, and positions it on rewind spindle* Returns to oven, reaches 
into oven with small hooked hand tool, and pulls out holder with end of, 
stock attached* Removes holder with gloved hand, outs off portion (of j 
strip with hand cutters to remove bent ends , and inserts end of strip be- 
tween feeding rollers* Fushes start and stop buttons to "inch” material ; 
through machine, observing machine operation and making additional adjust^- 
ments where neoessary. Cuts off portion of processed strip, with hand crit- 
ters, inspects visually and by miorameter to determine if machine set up 
is to specifications, and makes any adjustments needed* Starts machine! • 
and stands at various positions along machine to observe operations* 

Stops machine at end of oycle, apporximately 15 minutes, kicks finished 
roll of strip from spindle onto roll stock catch with air— off ram button, 
pushes it aside, and installs another core wheel on rewind spindle* 

Returns to other end of maohine, repeats prooess .of securing and trimming 
strip from oven, inserting end between feeding rollers, and starting ma- 
chine* Returns to finished roll, unrolls a sample seotion by hand, in- i 
spects visually and by micrometer for uniformity, and makes any additional 
adjustments if necessary* Rerolls sample oh wheel, measure® with rule, 
graduated in degrees of wki^vt, and posts weight, lot number, and specifi- 
cation on a label* Secures moist gummed piece of paper tape from tape 
machine on desk, and with label attached, tapes free end of strip to roll*-- 
Marks lot number and specifications of finished roll wi/tti master pen* 
Transfers f in ished' roll onto suspended hook, attaohed to slow moving over- 
heat conveyor chain, or to a holding raok* Repeats loading and unloading 



operation, and inspects each completed roll* Posts simple records of 



material reoeived and output* Dresses reducing rollers. with a diamond 



pointed hand tool, approximately two. times during 



Payoff Op 
Work PerformeST* 



roll 

with 



■erator ! 

* w.^ormetFt Pre-treats aluminum strip stookt 
of ftlirmTmiwi stock in supply track for Vdefeota* 



a shift* 



Inspeots visually 



each 



Harks any defective roll 



1 
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a pink rejection slip, 'And by overhead air hoist, places roll aside in 
a raok to be returned* Adjusts hand valves to regulate pressure of steam 
through coils of degreasing tank* and to regulate water spray in rinse tank* 
Checks temperature of acid tank^-and- reports any deviation from specification 
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to "the leadman. Contacts over inter-coin, system, rewind operator at other end 
of the line, and upon mutual agreement, rewind operator starts machine. Ad- 
justs tension and tracking of strip so that it runs in center of rollers. 

Walks along maohine, approximately 50 feet, observes operation, and makes any ’ 
additional adjustments necessary* Returns to supply raok, lifts a roll of 
stock from supply rack with over-head hoist, positions it in the back reserve 
section of one side of the dual trough-shaped supply holder, and behind roll 
running through machine. Trims ooraers from end of strip with stationary 
hand cutter, to facilitate threading of machine, and. inserts the trimmed end 
into small annealing heat box above supply holder. Repeats operation on other 
side of supply holder. Inserts heated end of reserve roll over strip running 
through machine j when one roll is nearly exhausted , pulls hand lever to splice . 
both strips together, and to cut off old strip. Performs same splicing opera- 
tion on other side of supply holder when that roll is nearly exhausted* ; 

Pushes both rolls of stock into front position of supply holder, and. repeats 
operation of loading back reserve sections of supply holder with two more 
reserve rolls of stock. Repeats splicing and reloading operations approxi- 
mately every 55 minutes. Adds acid to acid tank each hour, checks tempera- 
ture, and posts the information to acid addition record. Changes degreasing 
pads in degreasing tank approximately two times during shift. Changes squee- 
gee rollers in rinse tank when they fail to wipe properly. Works with rewind 
operator to repair any splice that separates. Runs two or three machines at 
a time, and is responsible for keeping equipment and area olean. 



Rewind 
Work 



Per: 

Venetian blincT 
rollers , paint 



perator 

formed T Paints 
strips 



rollers 



Operator 

and forms aluminum strip stock into finished rolls of 
Sets up machine by adjusting guide rollers, former 
and paint flow from pressure tanki according to speci- 
fications. Adjusts footage meters to ring a bell when rewind spindles have 
within 10 feet of the required footage. Contacts Payoff Operator at other 
end of line by inter— com system, and upon mutual agreement, starts up machine* 
Adjusts tension and tracking of strip so that it runs in center of rollers* 
Walks along maohine, observes operation, and makes any additional adjustments 
necessary. Pushes finished Roll Catch Cart, mounted .on a track,. :ijnto posi- 



tion in front of rewind spindle. "When bell rings, allows 10 additional feet 
of strip to wind on spindle. Cuts strip with hand cutters, and steps on air 
treadle which automatically dumps roll forward onto finished roll catch cart. 



Cuts off additional strip, 
guides running strip onto and around 
specification ribbon ticket between 
catch cairt across aisle to other maohine. 
finish and oolor. 
through a machine, 
board to check if 



4 fedt 
rewind 



in 



length for a sample, and 
Inserts pre-£ 

/end pushes | f inished 
sample ^visually for 



roll 



Measures oonvek side of sample with a gauge, runs s 
flattens it out , and ins erts it between pegs on wooden 
width is according to specifications*.; Secures moist 
piece of paper tape from tape maohine on roll oatoh oart, and; tapes free end 
of strip to roll. Inserts plastio core in roll, picks up roll by hand and 
stands it upright on skid. Holds roll with 
removes pre-folded oardboard box from raok, 
roll into box, and lays box flat on skid* Repeats 



inspecting 



0 

ERIC 



a'" 45 



one haizid , and; with other band, : ' 
stands ; box on end,., rolls finished 
operation of unloading. 






and boxiug when next bell rings . Hauls skid baok to box 
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sealing unit:, when skid has 12 boxes of finished rolls, and replaoes with 
empty skid, by operating hand lift truck. Determines when to shut down, 
and reason for shut down; Cuts out defective material, marks reason for 
defeot, line number, operator number, date, and sets defective roll aside. 
Cuts out the defeotive material while machine is running if defective 
material, whioh is coming through' is not caused by paint line, and/or is 
only a temporary condition. (Keeps footage records of production, sorap 
and the reason therefore, and total output. Hakes own wash ^xp, and completes 
change of color when color specifications are changed. Inspects rubber 
paint rollers for defects during wash up and replaces them if necessary. 
Stamps specification on ribbon tickets, and on the pre-folded boxes prior 
to , and/or during shift. Runs two machine a , each of whioh rewinds two 
rolls at a time, and is responsible for keeping equipment and area clean. 



Slitting-Maohine Operator II 
Work Perf oiTaedT Slits aluminum stock into strips by operating a Slitting 
Machines Sets up machine to trim 1/2* from each side of 7" width of stock, 
and slits Btock in three equal strips, or to preoise width. Lifts roll of 
stock from a supply raok with overhead air hoist, and positions it in a 



facing slitting machine. 



trough-shaped holder with free end up 

tion of stock from* both outside and inside end of roll with an 
hand cutter to remove marred or damaged material, and disoards 
box. Bends portion of outside roll of stock straight with hands to fac ill— 
tate threading of Btook into machine. * Trips treadle, allowing stook to 



Cuts por- 
eleotrio 
in ^orap 



roll in position at front of holder, Unlocks , hand lever 



holder; 



rollers. Inserts end of stock between rollers,,- and 
Adjusts oil bath flow, starts machine; allows -short 
Inspects strips visually and by micrometer and makes 
to meet specifications. Starts machine and 
with right hand to form first roll in jig 
tions and when machine is 
and prepares next roll of stock 
ply holder behind roll running 
stop bar. Stops machine at end 



looks 

run. 



and opens feeding 
rollers in place, 
and stops machine. 

necessary 
as they emerge 
Observes machine opera- 
returns to repeat loading 
in supply holder. Positions stook in sup- . 
hrough machine, and ! against trip treadle 
of oyole, approximately 5 minutes, lifts 



finished rolls of strip from holder at end of machine with hoist, and 
simultaneously with left hand; unlooks hand lever and opens feeding rollers. 
Returns to stock supply holder; trips > treadle allowing stock to roll in ; 
position, inserts end between rollers | looks rollers In place, and starts 
machine. Returns to finished roll onihoist, unrolls a sample section by 
hand, inspeots visually and by micrometer : for uniformity, and makes any 
adjustments necessary. ; Rerolls sample and positions finished roll in raok 
; at: side of machine/ Repeats processof loading and unloading machine* airt*;' 
inspeoting eaoh oompleted roll* : Post!: simple reoorda om material received 
aud output. Changes cutting tools when they beoome dull or defective, and 
adjusts for proper trim. RepliaooS trim aorap box when full with- emptyb^x, • : 
by 'operating hand lift-truck*’ *V '•-zj . r’ . i-..- •* ■ r ‘ ■ *■’ 
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Ail «r the iOOte Of tti OATS, 1-lOOIAf itn i l iin li ttwd to the sample group* 

▼* ,J0E2SlbB 

HM» i l lV w l * S— s l e tod af Mff«niiory retimes expressed in broad oategoriea 

Ml s<P wfc — A sr sape rri aa ry retimes* 




broad category ratings were prepared by first 
as o f Deo— ber 1956* E&oh worker was placed 



oategories t "Above Average," "Average," or 
cate gory ratings were converted into jquan- 
average* gro u p with 18 workers, the "average" 
the "below average" group with 18 workers' were 

end 19* respectively* 



eaperrlsora did mot feel qualified to prepare 
irtoers without some guidelines* The super- 
merit rating form to be used as an aid in 
of rank order ratings* Ratings on qualit; 
on the merit rating form and njumeri 
ratings served as a basis for establishing 
order ratings* The final rank order ratings 
me thod in January 1966* The ranks 
aoores for computational purposes* 



A sens la tiles eeeffioismt of *69 was obtained between the broad category 
vattmgs asst the rash order ratings* 

tattntloal ami Qualit* tiro Analysis 

tvt gbe— the means , standard deviations and Pearson product-moment 
eorrolatlooe with the criteria for the aptitudes of the GATB • The means 
otS^ard deviations of the aptitudes are oomparable to general popu- 
goblim mem— With a mean of 100 end a standard deviation of . 20* 



n. 
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TABLE III 

Means (M) , Standard Deviations (cr) , and Pearson Product-Moment 
Correlations with the Criteria (cr and r) for the 
Aptitudes of the GATB 

Cold Mill Operator 4-88 *018 
Hot Mill Operator ; 4-88*018 
Payoff Operator 6-94.821 
Rewind Operator 6-94.822 
SI itting-Maohine Operator II 6-94.206 

H = 61 ' • 



Aptitudes 


M 


C 7 


c r 


r 


G- Intelligence 


100.5 


14.3 


.071 


• 138 


V-Verbal Aptitude 


96.5 


13.4! 


-.001 


• 169 


N-Numerioal Aptitude 


97.4 


15.9 


.098 


.137 


S-Spatial Aptitude 


105.6 


17.6 


.116 


.106 


P-Form Perception 


96.8 


14.6 


•427**» 


• 340* 


Q-Clerioal Perception 


98. 9 


11.6 


.204 


.219 


K-Motor Coordination 


100.6 


14.9 


.216 


.063 


F-Finger Dexterity 


94.6 


15.9 


. 362* 


• 249 


M-Manual Dexterity 


103.5 


i7.3 


.291* 


• 044 



** Significant at the .01 level 
* Significant at the .06 level 



The statistical results were interpreted in the light of the job anal ysis 1 
data. The job analysis indicated that the following aptitudes measured, 
by the GATB appear to be important for these oooupations. 

Perception (P) - required: in the visual inspection of sample 
strips for color and Bhading at the end of the paint line and in 
the inspection of rolls during: the slitting and rolling operations 
for uniformity and freedom from defects suoh as roll marks. 



Finger Dexterity (F) 
measuring instruments 



*» required in the manipulation of precision 

measuring instruments: and in handling and fingering sample strips 
of aluminum stook when making inspections . 

Manual^ Dexterity (M) - required in handling ohaln hoists and 
pontrol leverB , guiding aluminum strips into maohine and onto 
rewind ooils, changing and adjusting cutting tools, and in 
handling small hand tools* ? 
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The highest mean scores in descend ing order of magnitude -were obtained for 
Aptitudes S, U, K and G, respectively. All of the aptitudes have standard 
deviations of less than 20. Aptitude Q has the lowest standard deviation. 

Por a sample of 61 oases, correlations of .368 and .276 are significant at 
the .01 level and the .06 level of confidence, respectively. Aptitude jP 
correlates significantly at the .01 level and Aptitudes F and M correlate 
significantly at the .06 level with the criterion consisting of ratings in 
broad categories. Aptitude P also correlates significantly at the .06 |level 
with the criterion consisting of rank order ratings. Aptitudes S, P, F and 
y -were considered for inclusion in the test norms on the basis of the quali- 
tative and -quantitative factors cited above* Aptitudes P, F and M appealed 
to be important on the basis of job analysis data and showed signifioanjt 
correlation with the criterion consisting of ratings expressed in broad) 
categories; Aptitude P also correlated signifioantly with the rank order 
ratings oriterion; and Aptitudes 3 and M exhibited the highest mean scores 
for this sample. 

Tetrachorio correlations with the criterion consisting of ratings expressed 
in broad categories were computed for several sets of trial norms consisting 
of various combinations of Aptitudes S, P, F and M and appropriate cutting 
scores. The broad oategory ratings, rather than the rank order ratings^ 
were selected for this purpose beoauso the broad categories provided a; logi- 
cal point of dichotomy between the "Below Average" and "Average" workers. 
Norms whioh included all four of these aptitudes yielded good selective 
effioienoy. 

The cutting soore for Aptitude S was set at one and dna— half standard 
deviation units below the mean and rounded to the nearest five-point score 
level. The .cutting scores for Aptitudes P and M were set at one standard 
deviation below their respective mean boo res and rounded to the nearest 
five— point soore levels. For Aptitude F the cutting score was set at one- 
half standard deviation below the mean and rounded to the nearest adjacent 
- five-point soore level* Setting outting scores at these levels yielded good 



selective effioienoy for. the norms and resulted in scores of 80. 80, 
86 for Aptitudes S, P, F and ,it, respectively. 



85 



and 



For the purpose of computing the tetrachorio. correlation coefficient between 
the test norms and the oriterion and Applying the Chi Square test, the cri- 
terion was dichotomized with those workers rated as "Above Average" and Av- 
erage* plaoed in the high oriterion group, and with -those rated as Below 
Average" plaoed in the low criterion : group. This resulted in 16 of the 61 
workers, or 31 peroent of the sa3tiple|f being placed in the low oriterion group 

Table IV shows the relationship between test norms consisting of . Aptitudes 
S, p, F 'and U with orihioal scores of 80, 80, 86 and 85, respectively, and 
the dichotomized oriterion for Cold jiill Operator 4-88.018, Hot Mill Opera- 
tor 4-68 *010 » Payoff Operator •-94«8tl, Rewind Operator 8-84«6tB i and 814t- 
ting-Machine Operator II 6-94.206. Workers in the high oriterion group 
have been designated; as "good worker 4* and those in the low oriterion group, 
as "poor workers ♦* i y ’i:".-'- 
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TABLE IV 



Relationship Between Test Norms Consisting of Aptitudes S, p, F and H 
with Critioal Scores of SO# 80# 85 and 85# Respectively# snH the! • 
Criterion for Cold Mill Operator 4-88*018# Hot Mil l j 

Operator 4-88*018# Payoff Operator 8*94*821# j 

Rewind Operator 6*94.822 and Slitting-Maohine Operator II 6*94. 20^ 



N - 61 



i 


Non-Qualifying 
Test Soores 


Qualifying 
Test Soores 


1 

l Total 


Good Workers 


; 9 ‘ 


26 


36 


Poor Workers 


13 * 


3 


16 


Total 


22 


29 


61 



< *4 * / # 



"v;;* 






V 



• T ; .'/• ' * ''s; t ''..T/ ’ ■■ ;• v /■. 3C . - V s /.;' i3L» - 63B^. ’•vV:’ \ v. i, 



£ r tet 



= *23 



P/2 



>0006 









•.The data ia. the above table indicate a high and significant relationship;- betwepn.v' ’ 
the test norms and the oriterion for this sample* " 
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Conclusions 
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.On the basis of mean soores# correlations vdmthe criterion# job analysis, 

‘data and their combined selective efficiency# Aptitudes S# P* F and M with- v 
minimum soores of 80# 80# .85 and 85# respectively# are recommended as B— 1002'. 
nbrms for the occupations of Cold Mill ' Operator 4-88 . 018 *V Hot’. Mill Operator' 
4-88.018# Payoff, Operator 6-04.821* Rewind Operator 6*94.822 dhd Slitting- 
Machine Operator It, 6-94.^0fe.r’ fhe' eqiftVll^ Szis ~ 

P-80* P-90 and. M-90. J ' V; " 



-IX. Determination of Occupational Aptitude Pattern 



When the specific test norms for ah occupation inolpde four aptitudes* only 
those oooupational aptitude patterns which include three of those four apti- 
tudes with cutting scores that, are : within 10 points of the cutting soores 
established for the s peo if io norms : are considered .for that occupation. Pour 
of the existing 22. oooupational aptitude patterns meet these criteria for 
this study. These occupational aptitude patterns their B-1002 norms are 
OAP-13* S-75* P-76, M-76* OAp-14, S-80* P-90* M-86* OAF-16* P-75* P-80* M-80 
and OAP-22* S-86* P-90#F-66».,The.aeleotive effioienoy of each of these 
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OAP 1 s Tor this sample was determined by means of the tetrachorio correlation 
technique* Significant relationships were obtained between OAP-14 and OAP-16 
and the dichotomized criterion, and each of these two OAP?e soreened out a 
proportion of the sample that was within the required range 6f .10 to .60. 
However, the highest tetrachorio correlation, .76 with a standard error of 
*23, was obtained for OAP-22. The proportion of the sample soreened out by 
OAP-22' was .63. Therefore, it is recommended that OAP-22 be used in counsel- 
ing for the occupations of 'Cold Mill Operator 4—88.018, Hot Mill Operator. 
4-88.018, Payoff Operator ,6-94.821, Rewind Operator 8-94.822 and Slitting- 
Maohine Operator II 6-94.296*/ . ^ 




